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BRODSKTY, A. Ya. 


Reglamentatsiia pravki svarnykh trubchatykh konstruktsii. (Avtogennoe delo, 
1946, no. 7, pe 21-23, illus., disgrs., bibliography) 


Title tr.: Regulation of straightening of welded tubular structures. 


7S227.A166 1946 


SO: Aeronautical Sciences and Aviation in the Soviet Union, Library of 
Congress, 1955 
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BRODSKIY, A. YA. 


"Investigation of Straightening the Aircraft Welded Constructions. ® . 
Sub 14.Apr 47, Moscow Order of the Labor Red Banner Higher Technical School i 
imeni N. B. Bauman : 


Dissertations presented for degrees in science and engineering in Moscow 
in 1947 


SO: Sum No. 457, 18 Apr 55 
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BRODSKIY, 4. Ya. 


USSR /Aixrframes Aug 1947 


Afroraft - Conetruction 


"New Data on the Straightening of Welded Airplane 
Tramee," A. Ya. Brodskiy, 6 pp 


"Aytogennoye Delo“ No 8 


Graphs, diagrams and formulae as results of experi- 
ments, Optimum temperature 18 800 to 850° C. 
Repeated heating of one spot is inefficient. Rate 
of cooling must te minimum. Tt is’not efficient to 
maintain high temperatures for & long period of time 
in parts to be ssraightened. 
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Otte of Thin Salas Gerla A. Ya. net ee 

ctogennos Jalon, 148, No. 6, pp. 6-8). TTirthinnany. 

rn hrtof account of tho advatitages of nrgon-nre welding 

and the theory of tho process, the torchoa, tramformors nnd 
electrodes usod aro considered. — Teats showed that tungsten 
olortrodes wero batter than carbon for weliling atainlog ateels, 
the permitted diameter of oloctrade for ateol (8-165 mm. 
thick being 2-2-6 mim., and that dried Brean (33-1497, 

-—titrogon) could ho usod eatiafoctorily., RK. 
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BRODSKIY, A. YA. 


UssR /Engineering Oct 48 
Welding, Aro 
Welding, Autogenous 


“automatic Argon Arc Welding of Thin-Gauge 
Metals," A. Ya. Broiskiy, Cand Tech 8ci, 
WIAT, 5% PP 


“Avtogennoye Delo" Wo 10 


Argon. aro welding of thin, stainless-steel 
sheets by band is being successfully introduced 
im many plants. Discusses: (1) automatization 
of argon arc welding, (2) appliances for auto- 
matic argon arc welding, (3) choice of current 
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UaGR /Rngineering (Conta) Oot a8 


and equipment, and (4) some technical data. 
Includes 12 sketches and two tables. 
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JOROL Si iy OYA. 


"Metalwor a ene Contrivances used in Aircraft Construction,” National 


Publishing House of the Defense Industry, Moscow, 1949. 
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ee Bly Feat, 


Investigation of the Flectrical Characteristics of the Welding Arc in 
Argon. A. Ya. Brodsky and G. M. Tikhodeey (Avtog. Delo, 1949, (3), 1-3)--— 
(In Russian). As a result of invesitgation carried out with the tungste 
Chrosiue-nickel arc in an atmosphere of argon, the following functions 


were deduced: V = f(I), when 1 is 


constant and V = f£(1) when I is constant 


(V = voltage, I = current, 1 = length of the arc.) The relationship 
vy = £(1) can be taken as linear for practical purposes without serious 


error. The potential gradient is about 9-10 V./cme 


Tne effect of impuri- 


¢1es in the argon on the voltages of the arc was also studied: with the 
tungsten arc, other things being equal, the voltage would be 1-2 V. higher 


using commercial argon (86-6f) as compared with purified argon (97%) 
By taking advantage of this, it appears possible to regulate the heat 
intensity of the welding arc by varying the qumtity of impurities in 
the argon.--W.J.K. 
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eronskrY, A. YA. 


srgonodugovaia svarka v proizvodstve kompensatorov. (Vestn. Mash., 1950 
no. 2, p. 37240) 

Ar, arc weld in the production of compensators. 
en te DLC: TN4. V4 


SO: Manufacturing and mechanical engineering in the Soviet Union, Library of 


Congress, 1953. 
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BRODSKIY, A. Ya. 


“USSR/Metals - Welding 


“Deformation of Wolfram Electrodes in Argon-Shielded 
Arc Welding,” A. Ya. Brodskiy, Cand Tech Sci, A. V. 
Petrov, Engr, Stalin Prize Laureates 


"Avtogen Delo" No 9, pp 11-15 


Investigates deformation of wolfram electrodes in 
argon medium. Reversible deformation, caused by 
thermel expansion of wolfram, is unavoidable. Ir- 
reversible deformation, caused by processes of oxi- 
dation and sublimation of wolfram oxides, may be 
considerably decreased by eliminating turbulent 
currents in shielding flow of argon. 
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BREADS, A. Ve, 
* PHASE I TREASURE ISLAND BIBLIOGRAPHICAL REPORT AID 581 - I 


BOOK Call No.: AF501939 
Author: BORDSKIY, A. YA. 
Full Title: CHNIQUES IN INERT-GAS-SHIELDED ELECTRIC-ARC WELDING 
Transliterated Title: Tekhnologiya dugovoy elektrosvarki v 
dnertnoy srede 


z 


PUBLISHING DATA 
Originating Agency: None 
Publishing House: State Scientific and Technical Publishing House of 
Machine-Building Literature (Mashgiz) 
Date: 1951 No. pp.: 166 No. of copies: 6,000 
Editorial Staff 
Editor: Glizmanenko, D. L., Kand. of Tech. Sct. 
Appraisers: Staff of the Chair "Welding Production", Moscow Higher 
Technical School im. Bauman 
PURPOSE: A manual for technologists and designers specializing in the 
manufacture and design of welded joints. 
TEXT DATA 
Coverage: This book is the continuation of the aut:.or's earlier Dugova 
elextrosvarka v inertnoy srede (Inert-Gas-Shielded Electric-Arc WeEsiney, 
Mashgiz, 1950. This boo escribes the electric-arc welding of mag- 
nesium, aluminum and copper alloys, silver, thin-sheet 30 KhGSA steel, 
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" Tekhnologiya dugovoy elektrosvarki v inertnoy srede AID 581 - I 


low-carbon steel and cast iron, as well as the joint welding of dif- 
ferent alloys using helium and argon gas as a protective atmosphere. 
Nitrogen-arc welding is also examined. The book contains data on 
the mechanical properties, microstructure and corrosion resistance 
of the resulting weld alloys and welding joints. According to the 
author, the possibility and expedience of using argon and nitrogen 
mixtures and nitrogen as a shielding atmosphere for welding stain- 
less heat-resisting alloys and copper were demonstrated for the 
first time in the Soviet Union. The book is provided with illus- 
trations, tables and diagrams. 

No. of References: Total 44, Russian 28 (1913-1951) 

Facilities: Benardos, N. N., Boytsov, V. V., Nikolayev, G. A., Prof., 
Dr. of Tech. Sci. 
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USSR /Engineering - Welding, Jul 51 
Processes 


“Certain Characteristics of Heat Sources 
in Welding Thin Steel Plates," A. Ya. 
Brodskiy, Cand Tech Sci, Laureate of 
Stalin Prize 


“Avtogen Delo" No 7, pp 16-18 


Describes expts to det thermal character- 
istics of argon shielded arc and comparing 
them with characteristics of heat sources 
in oxyacetylene and atomic hydrogen welding 


200 ke 


USSR /Engineering - Welding, - Jul $21 
Processes (Contd) 


processes. Max heat flow was observed in 
argon-arc welding, min flow in oxyacety- 
lene process. , 
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| USSR /Metals - Steel, Welding, Oct 51 


Properties 


“Properties of 18-8 Steel Joints Welded by 
Argon-Shielded Arc Method and Other Fusion 
Welding Processes," A. Ya. Brodskiy, Cand 

Tech Sci, Laureate Stalin Prize 


"Avtogen Delo” No 10, pp 6-10 


Presents and interprets results of comparative 
investigations of welds made by argon-shielded 
arc, oxyacetylene and atomic hydrogen arc proc- 
esses. Best results in respect to mech proper- 
ties and corrosion resistance obtained by 
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USSR /Metals - Steel, Welding, Oct 51 
Properties (Contd) 


argon erc welding. Lowest properties shown by 
joints welded by oxyacetylene method. 
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BRCDSKIY, A. YA. 


USSR/Engineering - Welding, Methods 


“automatic Argon Arc Welding With Mechanized Feed 
of Filler Wire," A. Ya. Brodskiy, Cand Tech Sci, 
Laureate of Stalin Prize 


"avtogen Delo" No 4, pp 8-11 


Describes procedure and equipment for automatic 
welding of articles made of thin stainless steel. 
Method permits welding of joints with irreguler 
curvilinear shape. Arce length is maintained 
const with the aid of mech and elec devices. 
Performance of elec devices is based on relation- 
ship between length en? voitage of arc. 
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BRODSKIY, A, YA, 
USSR/Metellurgy ~- Welding, Processes 


"Distortion of Thia Shects in Argon Arc Welding 
ng and in Certnin Other Methods of ¥ 
by Furion," A, Ye. Brodskiy, Cand Tech Sei, Stelin Prize Laurerte ae 


Avtogen Delo, No 12, pp 6-10 


Gives results of expts for comparing extent of distortion of 1.C-2,5 mm sheets, free 
during welding by oxyacetylene, atomic hydrogen, end argon arc methods Discueese effect 
of geometrical factors, time of holding sheets in fixed state ana heat conductivity 
presenting results in graphical form, _ : ue 
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(Electric welding) 
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Welding joints of reinforcement bars having diameters of 25-40 mm. Biul.atroi, 
tekh. 10 no.15:16-17 0 '53, (MERA 6210) 


1. TSentral'nyy nauchno=issledovatel'skiy institut promyshlennykh sooruzheniy, 
(Reinforced concrete construction) (Electric welding) 
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Manual arc weldin 


& of the joints of concrete reinforcements with electrode sets, 
V.A. Baldin, A. 


Ya. Bredskiy, Avtog.delo 24 no. &, 1953, 


Monthly 


List of Russian Accessions, Library of Congress 


»— APRIL 1953, unel. 
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ed Bessemer Steel for welded Structures. A. Va: 
Brotskil an SONS. Sheoitel: Pron. 32 Were 
EDITS), — Roche and welding properties of Aland Ti 
“killed Bessemer steel with O.N-GA5S, O, Gaa. 52 Mn, 
0.18-0.20 $3, 0.032-8,038 5, 9. Were compared 
with an opea-he-rett C. 0.45-0.47 Mu, 
0.03 max. St. 0.0!8 SP. Killing practice 
used is not described. Bessesncr stee} is stranger Dut mare 
brittle than the open-hearth stock gud ages tess than the 
latter ‘after eakt-working, Wehied SPciinens showed tt 
higher intpact strength for Reseter Steel and a lower transi. 
tion point. Data are presented eraphicstly, J.D. Gat 
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BRODSKIY,A.Ya.; POLYAKOV,K.M, 
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BRODSKIY,A.Ya.; ZVEGINTSBVA,K.V., inzhener, redaktor; GRUSHRVSKAYA,G’M., 
r or; POPOVA,S.M., tekhnicheskiy redaktor 


(argon-arc welding using tungsten electrodes] Argono-dugovaia 
svarka vol'franovym elektrodom. Moskva, Gos.nauchno-tekhn. izd-vo 


mashinostroit. lit-ry, 1956. 395 p. (MIRA 9:3) 
(Blectric welding) 


APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9" 


"APPROVED FOR REESE 08/22/2000 CIA-RDP86- sues nooosns OS000r: 9 


SFA Sa aa at EAR EIS 8 a Pel PRA ORR SE SRS EB LEA FS BEARERS Ei moks PEE SS Cae Ee PLES 


zs 
aN 


AID P - 4833 
Subject : USSR/Engineering 


Card 1/1 Pub. 11 - 6/13 
Author : Brodskiy, A. Ya. 


Title Determination of the method to be applied in resistance 
Spot welding of intersecting reinforcement rods. 


Periodical : Avtom. svar., 3, 52-57, Mr 1956 


Abstract : The author presents results of calorimetric research, 
and proposes formulae for practical use in spot resistance 
welding of intersecting reinforcement rods used in con- 
crete constructions. Three formulae, 8 graphs. 8 Russian 
references (1953-55). 


Institution Central Scientific Research Institute of Industrial 
Construction (TSNIIPS). 


Submitted : 30 My 1955 
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BRODSKIY, A-Ya., kandidat tekhnicheskikh nauk; FRIDMAN, A.M., inzhener. 
renee, 
Yquipment for assembling and spot welding of reinforced frame 
elements with multiple bar joints. Biul. stroi.tekh. 13 no.12: 
10-12 D '56, (MLRA 10:2) 


1. TSentral'nyy nauchno-issledovatel'skiy institut promshlennykh 
sooruzheniy. 
(Flectric welding) (Reinforced concrete) 
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fons of inserted parts in precast 
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Welding with flux of T-connect 
(MLRA 9:10) 


reinforced concrete elements. 
18 no.9:14-16 S 156. 


(Electric welding) (Precast concrete) 
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~-. BRODSKY 5:AeYa.,....- 


Submerged-melt welding of the concrete reinforcing steel joints 


with a continuous slag formation. Stroi.prom. 34 no.11:15-18 N '56. 
(MLBA 9:12) 


1. TSentral'nyy nauchno-issledovatel'skiy institut promyshlennykh 
soorushenly. 
(Slag) (Welding) 
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ARO DSIKY, AYA, 


SUBJECT: USSR/Welding 


135-7-9/16 


AUTHOR: Brodskiy, AcYaes Candidate of Technical Sciences. 


Me 


TITLE: The Mechanism of "@lagging" in Tank-Welding. (0 mekhanizne 
"zashlakovki" pri vannoy svarke). 


PERIODICAL: ugyarochnoye’ Proizvodstvo"s 1957, # 7+ PP 22-24 (USSR) 


ABSTRACT: The article deals with the “tank-welding" mathod which had 
been suggested long 86° by N.G. Slavyanov and has been used in 
the USSR for 3-4 years in butt-welding of large-diameter reine 

forcement bars for reinforced concrete constructions. 


Welding by this method on single phase current and with one 

electrode with a ateel cramp serving 48 mold, is now practiced 

at the experimental welding plant of the “LHnK MYM", This 
method was also used for reinforcement welding at the Kuybyshev 
Hydroelectric Plant (Kuybyshevgidrostroy). The Technical 
Conditions "TY 19-51" of the Ministry of Power Plants require 4 
strength _ limit not below 42 kg/mm? for butt joints of profile 
pars of steel "CT. 5"{conditional stresses are meant, determined 
by dividing the breaking stress by the cross section area of the 

Card 1/4 whole basic bar). According to Welding Construction Trust # 65 


APPROV : 
ED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9" 


"A 
APPROVED FOR RELEASE: 08/22/2000  CIA-RDP86-00513R000307010001-9 


136. -7-9/16 


TITLE: The Mechanism of "Silagging" in Tank-Welding, (O mekhanizme 
: "gashlakovki" pri vannoy svarke).» 


(svarochno-montazhnyy trest # 65) of Clavstal'konstruktslya- 
where 50 bars welded at the Kuybyshevgidrostroy have been 
teated ~ only 20 of the 50 tested butt Joints disrupted under 
load corresponging to stresses of 42-43 kg/mm“, 30 joints broke 
at 36-41 kg/mm*, and 20 joints = at 25-37 kg/mm. 90 % of the 
joints which failed to pass the test contained defects in the 
form of non-fusion over 30 to 60 % of the cross-section ared, 
causvd by ."slagging" of the bar butts, i.¢. solidifying of slag 
on the butts during the 4nitial stage of tank-welding. 


At Stelingradgidrostroy, 21 % of 503 welded reinforcement bars 
made of steel "CT.5" with a diameter of 22-80 mm, did not pass 
the test, mainly due to non-fusion and "glagging" (mostly in the 
bottom portion of the joint). According to data from the 
Kakhovskay® Hydroelectric Plant, non-fusion and slag inclusions 
were also the most frequent defects of butt joints. Electrode 
combs which were used for the purpose of increasing productivi-~- 
ty of work, led to even more "slagging" when welding was perforn- 
ed on the aforementioned steel cramps. 


Card 2/4 By experimenting with graphite bars and copper cramps, with 
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The Mechanism of "Slagging" in Tank- Welding. (O mekhanizme 


"Zashlakovki" pri vannoy svarke). 
in combination wit 8 copper cramp, and with 


ad on a steel brace with copper tubes for wa- 
ter side, - the mechanism of 


following conclusions were 


TITLE: 


cooled copper bars 
steel bars assemble 
ter cooling brazed to it on the ou 
“slagging" was understood and the 


made: 

1) The "slagging" occurs when the bar putts conduct heat more 
intensively than the mold walls. 

2) The intensity of "eslagging" grows 
heat losses of the bar butta, i.e. wit 
or with growing heat-conductivity factor of bar material. 

3) The degree of "slagging” on the bar butts can be controlled: 
for example. by applyingzheat, to the parabattey om-intene | — 
sive cooling of molds, or using molds of materials which are 
more heat-conductive than the bar material (for instance copper) » 
The article contains 4 photographs, 1 series of sketches, and 


2 bibliographic references (both Russian)» 


with the intensity of 
h the growing bar diameter, 
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for Constructions of the Building 
(Tsentral'nyy nauchno-issledovatel' 
kh konstruktsii Akademii stroitel' 


ASSOCIATION: Central Research Institute 
and Architecture Acadeny. 
skiy institut stroitel'ny 
stva i arkhitektury). 


PRESENTED BY: 
SUBMITTED: 


AVAILABLE: At the Library of Congress. 
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1,TSentral'nyy nauchno-issledovatel'skiy 4netitut stroitel'noy 
konstruktsii Akademiy stroitel'stva i arkhitektury SSSR. 
(Steel, Structural—Welding) 
(Electric welding) 
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PHASE I BOOK EXPLOITATION 1019 


Brodskiy, A.Ya., Candidate of Technical Sciences 

a 

Elektrodugovaya i elektroshlakovaya svarka stykov armatury zhelezobetona 
(Electric Arc and Electroslag Butt Welding of Concrete Reinforce- 
ments) Moscow, Gosstroyizdat, 1958. 140 p. 8,000 copies printed. 


Scientific Ed.: Zvegintseva, K.V., Engineer; Ed. of Publishing House: 
Skvortsova, I.P.3; Tech. Ed.: Toker, A.M. 


PURPOSE: This book is intended for engineering and technical personnel 
employed by design bureaus and construction organizations. It may 
also be used as a textbook for students attending construction and 
technical vuzes. 


COVERAGE: The author discusses the electric arc and electroslag butt 
welding of rods and bars used in reinforced concrete structures. 
Basic information on reinforcement steel, strength requirements for 
welded joints, and a detailed description of various methods of 
welding and their classification are presented. Detailed informa- 
tion on engineering and strength properties of various welding 
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Electric Are and Electroslag Butt Welding (Cont .) 1019 


methods are given as well as an evaluation of these methods. 
Generalized data on the selection of a suitable welding method for 
given conditions are also presented. Although the pasic principle 
of electric arc puddle welding dates pack to the last century, 
ong progress in this method of welding has been made in the last 
or 5 years, according to the author. Experimental work in this 
field was and is being conducted by the Moskovskoye vyssheye 
tekhnicheskoye uchilishche imeni N.Ye. Baumana (Moscow Higher 
Technical School imeni Hite Peueen the TsNIISK of the Akademiya 
stroitel'stva 1 arkhitektury SSSR USSR Academy of Construction and 
Architecture), the Opytnyy svarochnyy savod (Experimental Welding 
Plant) of the Mosgorsovnarkhoz, the Leningradskiy instutut 
inzhenerov: vodnogo transporte (Leningrad Institute of Water 
Transportation Engineers}, the electric arc welding section of the 
USSR Academy of Sciences, the Ural'skiy politekhnicheskly 
4nstitut imeni Kirova (Ural Polytechnic Institute imeni Kirov) and 
other organizations. These processes have been and are being 
applied in the construction of the Kuybyshev, Kakhovka and Stalin- 
grad hydroelectric plants. No personalities are mentioned. There 


are {° references, of which 67 are Soviet and 3 German. 
Card 2/ 
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Electric Arc and Electroslag. Butt Welding (Cont.)} 


TABLE OF CONTENTS: 


Introduction 


I. General Information 
. Nature of the puddle-welding process 
Classification of the methods of puddle butt-welding 
large-diameter rods 
Reinforcement steel 
Weldability of reinforcement steel 
Strength requirements of butt welds 


Manual Electric Are Butt Welding ( Puddle Welding) of Bars in 
Steel Molds 
General information 
Single-phase single-electrode welding 
Variations of single-phase single-electrode butt weiding 
with fixtures and saddles 
Three-phase two-electrode welding 


e 
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5. Single-phase multielectrode welding in steel saddles with 
a continuous run-off of the slag 


III. Manual Electric Arc Butt Welding (Puddle Welding) in 
Copper Molds 
1. Weneral information 
2. Single-phase multielectrode welding 


iv. Electroslag Welding 
1. Geveral information 
2. Manual single-phase single-electrode. welding in copper 
molds 
3. Manual single-phase single-electrode welding in 
refractory molds 
4. Automatic and semiautomatic welding 


V. Selection of Welding Method 
Bibliography 
AVAILABLE: Library of Congress GO/whl 
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SOV 125-58-3-7/ 
AUTHORS: Brodskiy, A.Ya., Sokolovskiy, P.I. and Fridman, A.M. 
en 
TITLE: Spot Welding of a Reinforcement Framework with Heat Treat- 
ment of Cluster Joints Between the Electrodes of the Ma- 
chine (Tochechnaya svarka armaturnykh karkasov s termichs&- 
koy obrabotkoy uzlov mezhdu elektrodami mashiny) 7 


PERIODICAL: Avtomaticheskaya svarka, 1958, Nr 3, pp 50-56 (USSR) 


ABSTRACT: Thus far, reinforcement frames for concrete structures were 
are-welded. Experience has shown that contact spot welding 
is cheaper and more efficient in the production cf reinforce- 
ment frames without diagonal links. Hcwever,;, joining three 
or five periodical-profile "St 5"-steel bars into cluster 
joints by contact spot welding entails metal hardening at 
the joint, caused by fast heating and subsequent fast cool- 
ing. The article gives a detailed description of experi- 
ments carried out for the purpose of eliminating this hard- 
ening. Engineer V. Yakovleva took part in the experiments. 
The developed technology consists in subsequent heating of 
the joints to a definite temperature between the electrodes 
of the welding machine and in slow cooling. Details of tech- 

Card 1/2 nology are given in tuble 3. Chemical compesition of tha 
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Spot Welding of a Reinforcement Framework with Heat Treatment of Cluster 
Joints Between the Electrodes of the Machine 


periodic-profile steel used for the experiments is also 
given. The described method has been put to practical 
use in the reinforcement workshop of a Chelyabinsk con- 
struction project. Automatic heat treatment between ma~ 
chine electrodes requires modernization of the standard 
welding machines and welding transformers. 

There are 3 tables, 1 photo, 2 figures, 5 graphs, 2 sets 
of microphotos and 5 Soviet references, 


ASSOCIATION: TsNIISK 


SUBMITTED: September 25, 1956 


l. Reinforcing steel--Spot welding 2. Spot welds--Effectiveness 
3. Welded joints-~Heat treatment 
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225-58~5-6/13 


On Methods of Evaluating the Resistance of Weld Metal to the 
Formation of Hot Cracks in Arc welding (0 metodike otsenki 
Stoykosti metalla shva protiv obrazovaniya goryachikh treshchin pri 


dugovoy svarke ) 


Avtomaticheskaya Svarka, 1958, Nr 5, pp 41-44 (USSR) 


The MVTU method of N.N. Prokhorov and S.A. Kurkin (with 
Kurkin's specimen as is shown in figure 1) and the VNII Min- 
transmash method of L.A. Fridlyand and K.1, Timofeyev (with 
the use of special test machine) were tested on steel "14G2" 
and "l14KhGS" (GOST 5058-57-standard) and on killed steel 
"MSt.3". The test results differed. The author points out 
the faults of the Kurkin specimen, which does not reproduce 
the actual conditions of the deformation of metal in the pro- 


cess of welding. 


It is concluded that the VNII Mintranamash 


method clearly reveals the changes in the strength of metal 
welded to different steels, with the "uP2/45" and "OMM-5" 
electrodes. It is suitable for revealing the technological 
strength of intercrystalline layers, conditioned by their 
chemical composition. The essence of the method is in the 
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On Methods of Evaluating the Resistance of Weld Metal to the Formation of 
Hot Cracks in Arc Welding 


measurements of the special machine, which permits control 

of the rate of deformation of the specimen, by bending it in 
the welding process. The method is schematically illustrated 
(Fig. 2,3). There are 5 figures and 4 Soviet references. 


ASSOCIATION: Tsentral'nyy nauchno-issledovatel'skiy institut stroitel' 
nykh konstruktsiy Akademii stroitel'stva i arkhitektury SSSR 
(Central Research Institute of Construction Designs of the 
USSR Academy of Construction and Architecture) 

SUBMITTED: June 26, 1957 


AVAILABLE: Library of Congress 
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AUTHOR: 


TITLE: 


PSRIODICAL: 


ABSTRACT: 
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SOY-135-58-10-6/19 
Brodskiy, A.Ya., Candidate of Technical Sciences 


ed 


New Welding Method by Electric Rivet Fusing (Novyy sposob 
svarki elektrozaklepkami proplavleniyem) 


Svarochnoye proizvodstvo, 1958, Nr 10, pp 18-21 (USSR) 


A new welding method is described, developed at TsNIISE by 
0.¥. Kuznechikov, graduate of the MVTU, and consisting of 
the fusing of rivets through 3 or more parts (Fig. 8). The 
fundamental parameters of the new welding technology with 

a.c. arc feed are: type and diameter of electrode, second~ 

ary short-circuit current, electrode deposition, axial load 
on the electrode and dimensions of a copper ring serving to 
form the electric rivet head. Tests proved that the strength 
of weld joints increased with larger electrode diameters 

and increased ‘umber of welded spots. Further investiga- 


tions of the new method are being performed and equipment 
designed for practical application is being developed. 
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New Weldin Kethod by Electric Rivet Fusing SOV-135-58-10-6/19 


There are: 1 diagram, 1 circuit diagram, 4 sets of photos, 
4 graphs and 3 Soviet references. 


ASSOCIATION: Tsentral'nyy nauchno-issledovatel'skiy institut stroitel!- 
nykh konstruktsiy Akademii stroitel'stva i arkhitektury 
(Central Scientific Research Institute of Construction De- 
co eal to the Academy of Construction and Architec- 
ture 


1. Arc welding-~Applications 2. Welded joints--Test results 
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AUTHOR : Prodskiy, A.Ya. 30V-125-58-10-5/12 


TITLE: The Weld-Ability o Low-Alloy Manganese "14G2" Grade Steel 
(Svarivayemost' nizkolegirovamn oy margantsovistoy stali 
1462) 


PERIODICAL: 


Avtomaticheskaya svarka, 1958, Nr 10, pp 44 - 54 (USSR ) 


ABSTRACT: Information is presented on investigations to determine 
the weldability of "14G2" gerade manganese steel in the 
manual arc welding process. Roller tests were performed 
on slabs from two castings (chemical composition given in 
table 1) which were selected by Candidate of Technical 
Sciences P.I, Sokolovskiy for the purpose of determining 
changes of steel properties with elifferent welding para- 
meters, the sensitivity of steel io stre3s concentrators 
in welding and to choose the proper electrodes. It was 
concluded that "14G2" steel has satisfactory properties, 
Best results were obtained in welding with "E42A" and 
"E50A" electrodes. As unsatisfactory deoxidation reduc- 

; es the quality of "14G2" steel, proper attention should 

Card 1/2 be paid to the technology of deoxidizing commercial casts 
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The Weld-Ability of Low-Alloy Manganese "1462" Grade Steel 


ASSOCIATION: 


SUBMITTED: 
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of this steel. There are 7 graphs, 5 tables, 1 diagram 
and 5 Soviet references. 


Tsentralinyy nauchno-issledovatel'skiy institut stroitelt 
nykh konstruktsiy Akademii stroitel'stva i arkhitektury 
SSSR (Central Scientific Research Institute of Building 


Structures of the USSR Academy of Building and Architec- 
ture) 


August 24, 1958 


1. Manganese steel--Welding 2. Are welding--Electrodes 3. Arc 
welding-~Metallurgical effects 


CIA-RDP86-00513R000307010001-9" 


"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9 


Echoes Winter eae acer SEASea oa A 


i 


i 


x BRODSKIY, A.Ya., kand. tekhn. nauk. 
Pate 


at ees 


ments in concrete elewents, Biul, stroi, tekh, 15 no.1:16-19 Ja '58, 
(MIRA 11:2) 
1. TSentral'nyy nauchno-issledovatel'skiy institut stroitel 'nykh 
konstruktsiy Akademii stroitel'stva i arkhitektury SSSR, 
(Reinforced concrete--Testing) 
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Device for controlling strength of joints in welded reinforcenenta, 
Nov. tekh, 4 pered. op, v stroi, 20 no.4:11-12 Ap '58. (MIRA 1223) 
(Reinforced concrete ) 
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Weldability of low-alloy chromemanganese silicon steels used 
for steel structures, Nov.tekh.mont. i spets.rab. ¥ strod. 
20 no12:18-21 D '58, (MIRA ' 12:1) 


1. TSentral'nyy nauchno-iasledovatel'skiy institut stroitel'nykh 
konstruktsiy Akademii stroitel'stva i arkhitektury SSSR, 
(Steel alloys--Welding) 
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BRODSKIY, A.Ya., kand. tekhn. nauk (Moskva), 


Calculating processes of spot contact welding of concrete 
reinforcements. Prom stroi. 36 no.l1:39-40 N '58, 
(MIRA 12:1) 


(Electric welding) (Reinforced concrete) 
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BRODSKIY, 4.Ya., kand,tekhn.nauk; PODLYASHUK, A.B., inzh., red, 


(Welding joints of reinforcements of reinforced concrete 
construction elements] Svarks stykov armatury zhelezobetonnykh 
konstruktsii. Moskva, 1959. 27 pe (MIRA 13:6) 


1. a@kademiya atroitel'stva 4 arkhitektury SSSR. Institut organi- 

gatsii, mekhanizsatsii i tekhnicheskoy pomoshchi stroitel'stvu. 

Byuro tekhnicheskoy informatsii., 2, Rukovoditel’ svarochnogo 

kabineta laboratorii metallicheskikh konstruktsii TSentral'nogo 

nauchno-issledovatel'skogo instituta stroitel'nykh konstruktsiy 

Akademii stroitel'stva 4 arkhitektury SSSR (for Brodskiy). 
(Reinforced concrete) (Steel~-Welding) 
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PHASE I BOOK EXPLOITATION soy /5232 
Brodskiy, A.Ya., ed. 


Payke nerzhaveyushchikh staley i zharoprochnykh splavcy (Brazing of Stainless 
Steels and Heat-Resistant Alloys) Moscow, 1959. 51 p. 5,000 copies printed. 
(Series: Moskovskiy Dom nauchno-tekhnicheskoy’ propagandy. Peredovoy opyt 
Proizvodstva. Seriya: Progressivnaya tekhnologiya mashinostroyeniya, vyp. 18) 


Sponsoring Agency: Obshchestvo po rasprostraneniyu politicheskikh i nauchnykh 
znaniy RSFSR. 


Resp. Reviewer.for This Publication: L. M. Garmash; Tech. 
Ed.: R.A. Sukhareva. 


PURPOSE: This collection of articles is intended for brazers. 


COVERAGE: The collection contains three articles discussing general vroblems 
encountered in brazing. The joining of thinewalled pipes and the importance 
of flame brazing are given special attention. No personalities are meationed. 
The:re are no references. 
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TABLE OF CONTENTS: 


Gubin, A.I. Some General Problems in Brazing Stainless Steels and Heat- 


Resistant Alloys _ : 3 
Kitayev, A.M. Joining Thin-Walled Pipes of 1XhlQN9P Steel 15 


Gorokhov, V.A. Flame Brazing With Heat-Resistant [Hard] Solders 4o 
AVAILABLE: Library of Congress 
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SOV/97-59-3-13/15 


* AUTHORS: Brodskiy, A. Ya., and Trofimov, V. I.,Candidates of 
Technical Solences 


TITLE: Welding of Reinforcement Joints During Assembly of the 
Skeleton of a Muiti-Story Industrial Building 


PERIODICAL: Beton i zhelezobeton, 1959, Nr 3, pp 138..159 (USSR) 


ABSTRACT: Giprostroymaterial Institute devised a joint between column 
and beam using a "bath" weld in the Hace of ordinary hand 
electric arc welding. This new joint was tried out on the 
frame cf Karacharovo timber mill (designed vy Ao P. Vlasov, 
Architect, and V. 1, Trofimov, Candidate of Technical 
Selences) and proved to be much simpler than other methods 
of jointing (see Fig 2). A detailed description of the con. 
Struction of this mill is given (see Fig 1). Fig 2 shows 
laying of floor slabs and their tying-in with the beam. The 
strength of joint between the floor slabs end beams is of 
the same over as the joint investigated in TsNIPS (see S.M. 
Krylov: "Problems of Contemporary Reinforced Concrete 


Ae 


Card 1/3 Constructions", Gosstroyizdat 1952). The method of "bath" 
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a Multi-Story Industrial Building 


Card 2/3 


welding joints of reinforcement in a copper form using comb 
electrodes was worked out between 1952 and 1953 in TsNIPS 
by V. A. Baldin and A. Ya. Brodskiy and described in 
"Welding of steel reinforcement of reinforced concrete by 
means of comb electrodes" (Avtogennoye delo, Nr 4, 19553}. 
Fig 3 shows welding together of six bars in one operation ky 
means of a detachable copper clip. Fig 4 shows joint ready 
for welding. The comb electrode used for welding is of 
mark UOII~13/45 of 5 mm diameter, consisting of five units. 
The finished weld is illustrated in Fig 5. The arcs are 
fed by alternating current STE-32, STE-34 or STN-500 of 500 
amps. Welding of a packet of three 36 mm diameter rods 
lasts 8 minutes. ‘The strength of multi-layer reinforcement 
welds made under laboratory conditions was tested in tne 
Laboratory for Metal Constructions of the Institute of 
Building Constructions ASiA USSR (Laboratoriya metalliche-~ 
skiko konstruktsiy Instituta stroitel'nykh Konstruktsiy 
ASIA SSSR) and the values obtained are tabulated cn p 138. 
The tests complied with norms TU.73-565 and proved that bath 
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welding of joints using copper clips and cemb elestrodes is 
very effective. Scientific worker A. M. Fridman and welder 
A. F. Yevsyukov of the Instituse of Building Goustrustions 
ASIA USSR took part in these lavestigations. There are 5 

figures and 1 table : 
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AUTHOR: Trodskiy, A. Ya., Candidate of Technical Sciences 


TITLE: Resistance Welding in tne “Manufacture of Steel Rein- 
forcements for Steel-Reinforced Concrete Structures 
(Kontekinaya svarka v proizvodstve armatury zhelezo- 
hestonnykn konstruktsiy } 


PERIODICAL: Svarochnoye proizvodstvo, 1959, "r 7, pp 23-26(USSR) 


ABSTRACT s The author reviews the anplication of resistance wel- 
ding in manufacturing reinforcements for steel-rein- 
forced concrete structures. Ye comprres Soviet wel- 
ding machines used for this purrose with similar fo- 
reign models. “entioning a large number of Soviet wel- 
ding machines, the author pointe to certain deficien- 
cies. He states that the existing Soviet models must 
be improved and that the scientific reserrch organi- 
zations must develop new end more perfect models. 
There are % photographs, i set of graphs end 15 refe- 

Cas gi se rences, 11 of which are Soviet, 2 terman, 1 Trench 
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Resistance Welding in the Fanufacture of Steel Reinforcements for 
Steel-Reinforced Concrete Structures (Kontaktnaya svarka v vroiz- 
vodstve armatury zhelezovetonnykh konstrukisiy ) 


and 1 Swiss- 


ASSOCIATION: Tsentral'nyy nauchno-issledovatel'skiy institut stroi- 
tel'nykh konstruktsiy akademil stroitel'stva i arth— 
itektury (Central Scientific Research Tastitute of 
Structural Designs of the Academy of Construction 
and Architecture) 
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SOV/125- 59-5-5/16 


Brodskiy, A.Ya., Candidate of Technical Sciences 
Res emer 


On Using Low Alloyed Silicon-Manganese Steel for Wel- 
ded Building Constructions 


Avtomaticheskaya svarka 1959, Vol 12, Nr 5, (74) 
pp 45-54 (USSR) 


The article presents the results of tests for weld- 
ability, made with steel type 15GS. For the investi- 
gation three samples of steel 15GS were taken, which 
were produced by the factory "Krasnyy Oktyabr'" (Red 
October). The contents of carbon in one sample were on 
the lower limit of the GOST-5058-57-Standard and in 


another sample nearer the higher limit. The silicon 


concentration of both samples was lower than that de- 
manded by the standard. The third sample had a medium 
carbon concentration, while the silicon content was on 
the lower limit. The fluidity limit of the steel with 
the lowest carbon concgntration was at a thickness of 
20 mm, 0.4 ~ 3.6 kg/mm*, less than demanded. The impact 
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strength of the samples with low and nediup carbon 5 
concentration was at a temperature of - 40° 3 Kgm/em 
lower than demanded by the standard. The results of the 
tests were compared with the data of a parallel test, 
made with steel NL2, where also three samples were used. 
Here the carbon concentration was nearer the higher 
limit. Schedule 1 shows the exact chemical composition 
of both types and their mechanical qualities, given by 
Candidate of Technical Sciences P.I. Sokolovskiy. For 
the welding electrodes type UP-2/55. SiN-~11 and UP-2/45 
were used. For the test of sensibility against "ten- 
Sion concentrator" the tests made by Kintzel! with 30 
mn thick samples with sharp incisions (r=0.1 mm) were 
used. The results showed, that the samples with high 
and medium carbon concentration had a higher sensibili- 
ty within the zone of thermic influence than steel type 
NI-2. The sample with low carbon concentration and low 
Card 2/4 silicon concentration was equal to the corresponding 
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sample of steel NL2. In other testsit could be seen, 
that steel 15GS with 0.12% C and 0.55% Si does not 
have a higher reaction to the natural tension concen- 
trator than steel NIL2. Steel with medium carbon concen- 
tration and a low silicon concentration cannot be wel- 
ded satisfactorily, but this steel can be welded well 
with a minimum carbon and silicon concentration. It 
could be seen in the tests, that steel type 15GS in a 
composition corresponding to standard GOST-5058-57 is 
not to be used for welded building constructions. 
Steels with changed chemical compositions shall be tes- 
ted the same way later on. There are 6 graphs, 4 dia- 
grams and 3S5oviet references. 


ASSOCIATION: fsentral'nyy nauchno-issledovatel'skiy institut stroi- 
tel'nykh konstruktsiy Akademii stroitel'stva i arkhi- 
tektury SSSR (Central Scientific Investigation Insti- 

Card 3/4 tute of Building Constructions of the Academy of Buil- 
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ding and Architecture USSR), 
SUBMITTED: November 3, 1958 
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GUSAROV, N.N., inzh. Prinimali uchastiye: ANDREYEV, V.V., inzh.; 
RABOTHOV, B.A., inzh.; FEDOTOV, L,Ye., inzh,, nauchnyy red. 
BALDIN, V.A., retseuzent;-BRODSKIY, A.Ya., kand,tekhn.nauk, 
retsenzent; SAVALOV, 1.G., kand.tekhn,nauk, retsenzent; LEVI, 
S.5., kand,tekhn.nauk, retsenszent; SOKOLOV, V.S., kend.tekhn. 
nauk, retsenzent; LEBEDEV, Yu.1I., retsenzent; RAZUMOVA, &.D., 
inzh., retsenzent; DOLGIKH, V.G., inzh., retsenzent: MAKSIMOV, 
K.G., red izd-vs; PUL'KINA, Yo.A., tekhn.red. 


{Provisional instructions on using gamma rays in controlling 
welded joints of reinforcements in reinforced-concrete con- 
struction elements] Vremennaia instruktsiia po kontroliu 
svarnykh soedinenii armatury zhelezobetonnykh konstruktsii 
prosvechivaniem gamma-luchami, Leningrad, Gos.izd-vo lit-ry po 
stroit., arkhit. 1 stroit.materialam, 1960. 46 p. 

(MIRA 1422) 
1, Russia (1923- U.S.S.R.) Ministerstvo stroitel'stva elektro- 
stantsiy. Tekhnicheskoye upravleniye. 2. TSentral'nyy nauchno- 
issledovatel'skiy institut stroitel'nykh konstruktsiy (for Baldin, 
Brodskiy). 3. Chlen-korrespondent Akademii stroitel'stve i arkhi- 
tektury SSSR (for Baldin).4. VNIIOH#S (for Savalov, Levi). 5. TSent~ 
ral'naya nauchno-issledovatel'aksya laboratoriya Gosgortekhnadsora 
(for Sokolov). 6. Zamestitel' glavnogo sanitarnogo inspektora, ,Ssani- 
tarnaya inepekteiya SSSR (for Lebedev). 7. TsNIP Ministerstva stroi- 
tel'satva elektrostantaiy (for Razumova). 8. Trost Sevzapenergo- 
montazh (for Dolgikh). 
(Gamme rays--Industrial applications) (Reinforcing bars--Welding) 
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A161/A030 


AUTHORS: Brodskiy, A.Ya; Fridman, A.M; Yermanck, Ye.Z; Frolov, S.A. 


CS, 


TITLE: Resistance Welding of 30KhG2S Reinforcement Steel for Fre-Stressed Re- 
inforced Concrete Structures 


PERIODICAL: Avtomaticheskaya svarka, 1960, No. 12, pp. 28 - 36 
TEXT: The weldability of 30Xxf2C (30KnG23) reinforcement steel in resistare 


welding machines has been investigated and praostical recommendations are given. 
The standard composition of this steel (GOST 5058-57) 133 0.26 - 0.35% C; 0.6 ~ 


- 0.9% S31; 1.2 - 1.6% Mn; 0.6 - 0.9% Cr; not above 0.3% Ni and Cu feach); the V 
mechanical properties: conditional yield limit oo ane ke/mm?; ultimate 


strength 63> 90 kg/cm; elongation 8 4 6%; bending angle 45° in cold state 
around a mandrel with diameter aqual to 5 diameters of the tested rod. Rods used 
for experiments were periodical, with 14 - 28 mm diameter, produced by the Stalino 
and Magnitogorsk metallurgical works. Round tes specimens with sharp notch in 
different heat affected zones, so-called WYHWNC(TSNIPS spesimens) were used with 
success first or ali with other reinforoement steel], Put had te be replaced with 
Menazhe (Russian transliteration) notch specimens ‘or 30KhG2S because of its very 
high notch sensitivity. . It proved also very sensizive to inacecurasy of connection 
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3/125/60/000/012/004/014 
A161/A030 


Resistance Welding of 30KnG2S Reinforcement Steel for Pre-Stressed Reinforced 
Concrete Structures 


angle in cross connections as weil as to burns in machine grips during resistance 
welding. It is recommended to prevent burns by using electrodes with a wide con- 
tact surface, to raise the gripping effort, to carefully clean the surface of 
electrodes and rods, and to reduce the current denzity !n these spots, which is 
possible by not only conducting current to the bottom electrodes but also to the 
upper hold-downs made from copper alloy. In view of the high sensitivity to 
heating time with butt welding, preheating should be carried out, (not toe drasti- 
cally) - e.g. continuous fusing is not premiseitle - for chilling in the heat-af- 
fected zone reduces strength through the formavion of martensite spots (Fig. 3) 
which affects deformability and thus causes cracks. The formation of martensite 
can be prevented by heat treatment between the electrodes of resistance welding 
machines fitted, with special automatic devices. [Abstracter's note: No details 
of such devices are mentioned]. The optimum welding process conditions were found 
in experiments in an ACUdm-75 (ASIF-75) welder with a recorder which enabled the 
duration and temperature of preheating, the magnitude of upsetzing, the number of 
preheating cycles, and the total welding time to be determined. The optimum 
values of the following major parameters were determined: setting length 1 yCT ’ 
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Resistance Welding of 30KhG2S Reinforcement Steel for Pre-Stressed Reinforced 
Concrete Structures . 


fusion length lon», and upsetting length ioc , as well as the transformer stage. 
The optimum process was determined by the shape of the curves of breaking load, 
bending angle and impact strength in butt joints. For medtum-diameter reinforce- 
ment rods the 1 » lens and loc values mst be 2.8: 0.7 and 0.35 respec- 
tively. Butt 4 d d Joints in 20 and 28 mm diameter rods were 
so welded in: ASIF-75 and Mcp-100 (MSR-100) welders. In spot welding of cross joins 
the weldability of 30KhG2S steel was much lower than of C1.5 (S8+.5),and the high- 
est possible mechanical strength was obtained with about 2 sec. holding (S+.5 re- 
quires three times as much holding). With 8t.5 rods, spot welded conneations scan —— 
be obtained with mechanical strength not below the strength of the base metal, re- 
gardless of the transformer stage, but in 30KrG2S spot welds the strength can 
drop drastically and be very uneven. The cause is the presence of martensite and 
heterogeneous structure. The properties of cross joints can appearantly be im- 
proved by heat treatment in the welding machine (between electrodes) (Ref. 3) (A. 
Ya. Brodskiy, P.I. Sokolovskiy. A.M. Fridman, "Avtomatisheskaya avarka™, No. 3, 
1958). Conclusions: 1) Resistance welding with 30KhG2S3 reinforcement steel is 
more difficult than with other Soviet reinforcement steel grades, but butt Joints 
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are possible with ultimate strength not below the standard minimum for this steel. 
2) Smooth (7.3 (8t.2) steel rods can be Joined with 30KkG29 rods by spot welding 
into cross joints without weakening the rads, Cross joints of 30KhG28 with 20KhG23 
have not more than 86% of initial metal s*-ength before welding. 3) Brittleness 
is the drawback of all Joints in 30khG2S stee] rods made bv resistance welding, 
but it may be eliminated by heat treatment between elestrodes. There are 6 figures 
and 3 Soviet references. 


ASSOCIATIONS: TsNTT stroitel 'nykh konstruktsiy ASiA SSSR (TsNII of Construction 
Frameworks AS and A USSR). A.Va. Rradskiv and A.-M, Fridman: NIT 
zhelezobeton pri Mosgorispolkome \Sc1entific Researen institute for 
Reinforced Concrete at Moscow City Exesutive Committee), Ye.Z. Yen 
manok; MVTU imeni Baumana (MYT imeni Bauman), S$ 4 Pestaw 


SUBMITTED ; March 3, 1960 
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DOO3/DO06 
AUTHOR: Brodskiy, A.Ya. and Chzhan Syu-Chzhi 
MOI ARATE SERENE eT BE. 
TITLE: On the Weldability of Certain Structural Aluminum 
Alloys 
PERIODICAL: Avtomaticheskaye. svarka, 1960, Nr 4, pp 36-46 (USSR) 
ABSTRACT: Experiments were carried out with aluminum alloys 
improvable by heat treatment, with the use of argon 
are process and 5-10 mm thiclkmess of the joined 
elements. The purpose was. to check the weldability 
of the alloys in such thickness, since they proved 
not weldable in 1-4 mm thickness, i.e. the strength 
of welds was too low and they gevelope cracks. \ 
The inyestigated alloys were +" "ANg6" @" Mar", "V95" and 
"V92".4 Argon from Balashikhinskiy kislorodnyy za- 
vod (Balashikha oxygen Plant) was used in the ex- 
Card 1/4 periments. etvails of experimental techniques are 
ayes ee eee a 
12 ge se i aie 
sepRS see SEPREE 
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On the Weldability of Certain Structural Aluminum Alloys 


given. The following conclusions were made- 

1) The "“AMgA-M" and "AMg6" can be recommended for 
use in welded structures but the "“AMg6" developed. 
pores in elements over 5 mm in thickness, and 
Means must still be found to do away with porosity. 
The welds of "AMgA-M" had the same mechanical 
strength as the base metal. In 10 mm thickness, 
welds of the "AMg6" had the. strength of about 70% 
of the base metal and welds of the "AMg6" and 5 mm 
thickness was between 80 and 95%. 2) Welds in 
alloys improvable by heat treatment made by elec- 
troces of the "AMg6" and "AV-K" alloy developed 

no cracks although the welded specimens were fixed. 
When an infusible electrode was used without fil- 


Card 2/4 ler metal cracks formed in molten metal and spread 
= STS Iya 
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On the Weldability of Certain Structural Aluminum Alloys 


into the parent metal. 3) The strength of butt 
joints in elements 10 mm thick welded with the "AMg6" 
wire was about 60% of the base metal strength. In 
elements of the "V95A-T" 10 mm thick welded by the 
"AMe6" wire, strength was only 50% of the base me- 
tal. 4) Heat-affected zone (determined by distri- 
bution of hardness) spreads differently in dif- 
ferent types and grades of alloys. In the "AMg6" 

it did not depend on the arc power in the range of 


6000-13,000 kalories per centimeter weld length 
but at more intense arc heat the zone of lowered 
hardness spread further, and the hardness in metal 
dropped. In heat-susceptible "DIGA-T" and "V95A-T" 
the zone of heat effect and lowered hardness was 
considerably greater and depended directly on the 

Card 3/4 arc power. The low-hardness portion in these al- 
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loys was within a certain distance of the fusion 
zone, and spreading of the fusion zone also depen-— 
ded on the are power. Engineer A.S. Rakhmanov took 
part in the experiments. There are 5 graphs, 1 dia- 
gram, 2 sets of photographs, 2 tables, and 3 Soviet 
references. 


ASSOCIATION: Tsentral’nyy nauchno-issledovatel’skiy institut 

; stroitel *nykh konstruktsiy Akademii stroitel’stva 

i arkhitektury SSSR (Central Scientific Research 
Institute of Constructional Structures of the Aca~ 
emy oO onstruction an rehitecture of the USSk) 


SUBMITTED: September 14, 1959 
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AUTHOR: Brodskiy / Candidate of Technical Sciences 

aa f 
TITLE; Deep-Fusion Are Spot Welding \ 
ee See eeneieeaeeeieaineias, deiebeitennetis 


PERIODICAL: Svarochnoye proizvodstvo, 1960, No. 7, 


Pp. 18-2) 


tory assistant 


Information is presented 
on the results obtained, The experimental investigation was carried out with 6: 8 


10 and 20 mm thick "MCT. 3" (MST,3) strip steel and "BCT.5" (BST.5) steel. and 
"WOHY 13/55" (UONI-13/55A) (4 = 4) ana "NOHW-13/55" (UoN 


: 
1.13/55) or "Yr2a" 

(UP22) (d=5 and 6 mm) electrodes, A laboratory welding device shown in Figure 1 

was used, The arc was fed from a "TC ~-1000" (TSD-1000) transformer, The are 


was excited during the Initial welding stage by a "QCLN3 -1" (OSPZ-1) oscillator, 
The deep-fusion welding process is divided into 5 stages: 1) ignition of the arc; 
2) beginning of the metal fusion and formation of a closed cavit 3 3) fusion of 


Card 1/5 
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S/135/60/000/007/006 /014 
Deep-Fusion Arc Spot Welding A006 /A002 ; 


the metal to the required depth; 4) filling of the fused cavity; 5) formation 
of a reinforcec head, Cnanges in the current and voltage depend on the conditions 
of the electrode tip and of the coating lip formed cn the electrode tip during 
the first are spot welding, An oscillogram is given representing the current 
and voltage during the initial fusion period for three eases: 1) the contact 
between the electrode and the surface being welded is a spot: 2) the height of 
the lip is 2.3 mms 3) the contact surface between the electrode tip and the 
metal is large, Characteristics of each stage are given, It is shown that 

the use of a "fIC ~500" (PS.500) are feed generator is unfit for deep fusion weld. 
ing on d-c, By investigating the correlation between the axial load on the 
electrode and fusion characteristics, the author establishes that the axial load 
exerts a pronounced effect on the fusion depth, If the loads are below the limit 
value, increased axis] load causes a greater fusion depth, A load approaching 
the limit value reduces the depth of fusion, Under the effect of excess load the 
@lectrode is bent to an angle whose increased inclination reduces the strength of 
the coating. The presence of a gap between the elements being welded reduces the 
strength of the weld joints. ‘The assembly of the elements mst therefore be made 
very carefully, Their maximum thickness, which 1s 25 and 30 mm, was determined 
by tests with 20; 25 and 40 mm thick uppex and 6 mm thick bottom plates made of 


"14" (4G) sheet Steel, The Joints were free of defects, such as hot cracks, 
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due to the positive effect of a high manganese content in the steel, ‘The loss of 
electrode material was determined by chemical analysis, ‘The micro-gas analysis 


of the arc atmosphere was made by D,3, Kost ova of NII betona i zhelezobetona 
Akademii stroitel'stva i arkhitektury SSSR exer Research Institute ; 


produced by two-electrode are 


Spot welds with displaced axes, ‘There are 7 figures, 4 tables and 1 Soviet reference, 
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AUTHORS: Brodskiy, A, Ya., Candidate of Technical Sciences, Rakhmanov, A. S., 
Engineer = 
xs A 
TITLE: Two-Electrode Semi-Automatic Argon-Are Welding of Aluminum Alloys 
PERIODICAL: Svarochnoye proizvodstvo, 1960, No. 10, pp. 22-2) ; K 
TEXT: A method of two-electrode semi-automatic argon arc welding of 


aluminum alloys from one feed source was developed with the participation of 

L. S, Livshits, Candidate of Technical Sciences, from VNIIST, It was intended to 
attain thereby an increase in the crystallization time of the seam metal and a 
higher welding efficiency. For this purpose the TIT-9 (PShP-9) semi-automatic 
machinea\for one-phase two-electrode welding was redesigned at the welding 
Taboratthy of the department of metal seructures at TsNIISK. The electric cir- 
cuit of the machine remained the same, bu the electrode feed was modified as 
follows: the wires are fed through a flexible hose from two containers to the . 
pistol. From the hose thy are supplied to a pulling device consisting of a roll 
with two semi-circular grooves and a pinion gear, Through a hollow pipe the 
wires enter a copper current-conducting tip with two eccentric apertures and are 


Card 1/3 


APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9" 


"APPROVED FOR RELEASE: 08/22/2000 CIA-RDP86-00513R000307010001-9 


83685 


8/135/60/000/010/007/015 
A006/A001 


Two-Electrode Semi-Automatic Argon-Are Welding of Aluminum Alloys 


then supplied through the tip to the welding area, The gap between the electrode 
wires and their arrangement in respest to the symmetrical axis of the pistol 

may be varied by turning the tip, The optimum gap between the wires was found ; 
to be 2 mm, It was established by further experiments that the possibility of Xe 
regulation was of great importance in developing the welding technology, since 

it affected the crystallization time of the welding pool, the width of the seam 

and the penetration depth. Tests performed with ANgfalloy pipes of 377 mm 

external diameter proved the good quality of one-pass two-electrode argon-are 

welding under the following conditions: V-shaped unblunted chamfer of the pipe 

edges with angles of taper of 30 - 50°; assembly of the pipes without a gap on - 

a backing ring with a shaping groove; welding with 38 - 400 amps current; 

12 - 13 m/hour speed; 12 - 15 1/min argon consumption; 300 m/hr electrode feed 

and 1.5 mm AMg wire diameter, The wire is degreased and undergoes 4 special 

etching treatment prior to welding, The,ultimate strength of welds preduced 

by the described method is 19 - 22 kg/mm", The developed technology provides 

for an extended welding current limit and increased coefficient of build-up, 

raising the efficiency of the process, Investigations showed that. mechanical 
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Two-Electrode Semi 


oscillations (about 100 osce/min) of the wires were probably due to the inter- 
action of the electric fields originated around the electrodes, Porosity is 
sharply reduced, The strength of welds produced by the two-eleatrode welding 


process is not below that of Joints made with one electrode. There are'5 figures, 
2 tables and 1 Soviet reference, 


ASSOCIATION: TsNIISK Akademii stroitel' 


Academy of Construction an 
(Rakhmanov) , 


stva i arkhitektury (TsNIISK of the x 
d Architecture) Brodskiy; VNIIS? 
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PHASE I BOOK EXPLOITATION SOV/5587 
Brodskiy, Arkadiy Yakovlevich, Candidate of Technical Seiences 
ee 


Svarka armatury zhelezobetonnykh konstruktsiy (Welding of Concrete 
Reinforcements) Moscow, Gosstroyizdat, 1961. 378 p. Errata 
Slip inserted. 8,000 copies printed, 


Sponsoring Agency: Akademiya stroitel'stva i arkhitektury SSSR, ~ 
Tsentral 'nyy nauchno-issledovatel'skiy institut stroitel 'nykh 
konstruktsiy. 


Reviewer: @, A, Nikolayev, Honored Scientist and Technologist, 
Corresponding Member, Academy of Construction and Architecture 
USSR, Professor; Scientific Ed.: D. L. Glizmanenko, Candidate 
of Technical Sciences; Ed. of Publishing House: M. N. Kuznetsova; 
Tech, Ed.: Ye. L. Temkina. ; 


PURPOSE: This book is intended for engineers and technicians en- 
gaged in the design and production of welded concrete rein- 
forcements and for foremen in plants manufacturing prefaby4cated 
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ferroconcrete products. It may also be useful to students 
specializing in construction and welding. 


COVERAGE: Basic problems involved in welding concrete reinforcements 
are reviewed. The following are discussed: the weldability of 
steel by various weiding methods; designs of welded reinforcements 
and joints; specifications for strength of welded joints; proc- 
esses of the resistance butt and spot welding of reinforcements; 
elements of thermal calculations; methods for scheduling the spot- 
welding regimes for reinforcements; the physical metallurgy of weld- 
ing; the heat treatment of welded joints; and results of investi- 
gations on the behavior of welded joints in ferroconcrete. Atten- 
tion 1s also given to a description of modern equipment for the 
resistance welding of concrete reinforcements and to a consider- 
ation of the organization.of labor in production and the engineering-. 
economic efficiency of various welding methods, The author thanks : 
G. A, Nikolayev, Honored Scientist and Technologist of the RSFSR, 
Corresponding Member of ASiA SSSR (Academy of Construction and 
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Architecture USSR); M. S. Borishanskiy and S, A, Dmitriyev, 
Senior Staff Members of the NIIbetona 1 zhelezobetona 

ASiA SSSR (Scientific _ Research Institute of 

Concrete and Ferroconcrete of the Academy of Construction and 
Architecture USSR); and A, M. Fridman, Junior Staff Member. 
There are 200 references, mostly Soviet. 


TABLE OF CONTENTS: 
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Ch. I. Concrete-Reinforcing Steel 


1. Types of concrete-reinforting steel 8 
2. Properties of concrete-reinforcing steels 22 
3. Weldability of concrete-reinforcing steel 39 
Methods for determining the weldability with the 
application of static loading 4O 
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AUTHORS: Brodskiv. As¥a,, Candidate of Technical Sciences, Senior Scientific 
Coworker, Fridman, A.M., Junior Scientific Coworker 


TITLE: Reply to an Article by A.A. Ulesov and V.Ya. Dul'kin on the Mis- 
representation of Electric Arc Bath Welding 


PERIGDICAL: Beton i zhelezobeton, 1961, No. 1, pp. 28-30 


TEXT: A.A. Ulesov and V.Ya. Dul'tkin have raised two questions in their ar- 
ticle - one concerning the effectiveness of bath welding in general with re- 
gard to butt joints of reinforcement rods - and the other on butt welding of 
reinforcement joints in reference to steel of 30XT 2¢(30KhG2S) grade. Ulesov 
and Dul'kin try to solve the question rationally by applying the character- 
istics of bath welding of brand Cm.3 (St.3) and Gm,-5 (St.5) steed to 
30KhG2S steel which is a mistake. The experience of Ulesov and Dul'kin are 
based on the production of monolithic reinforced (but not prestressed) con- 
crete constructions, dealing with field welding of 80-90 mm rods made from 
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able grades. On the other hand there exist steel grades, as shown in the 
table issued by Mashgiz in 1951, which are only weldable if thermically 
treated before or after the welding process. Such are the steels of 30XC 
(30KhGS) and 35 X[C (35KhGS) grade. Since thermic treatment is not applic- 
able on the site, the utilization of such high-grade low-alloy steel for 
welding purposes in concrete reinforcement is prohibitive. In commenting on 
the statements and proposals of Ulesov and Dul'kin the authors of this ar- 
ticle explain the reasons, why bath welding of the butt joints of reinforce- 
ment rods is not to be recommended in reinforced concrete structures and ar- 
rive at the following conclusions: 1) Steel of 30 KhG2S grade from which 
high-grade rods for prestressed reinforced concrete structural elements are 
made, having a diameter of 10-32 mm belong according to [0CT 5058-57 (GOST 
5058-57) to the number of difficult weldable steels. 2) The butt welding of 
the joints of such rods can only be executed in plants, while resistance butt 
welding appears to be the most progressive method of welding. 3) In the ab- 
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sence of resistance butt welding machines, reliable butt joints of rods from 
30KhG2S steel can be obtained from arc welding by the application of round 
bars, in accordance with the technology contained in the "Directives", 

4) Bath welding of butt joints of rods from 30KhG2S steel does not ensure 
sufficient strength and should therefore not te applied. 5) The utilization 
of covers in butt welding of joints of rods from 30 KhG2S steel is permiss- 
ible only if there are no other more progressive methods of welding avail- 
able. In this connection TsNIISK has developed and introduced a certain nun- 
ber of methods of mechanized welding of rods made from steel of St.3, St.5, 
257 2C (25628), 35 6c (356s), 18PF 2C (1862S) grades etc (electroslag hand 
welding and multi-electrode bath welding methods), TsNIISK is constantly en- 
gaged in investigating and developing more progressive and more perfect means 
(semi-automatic and automatic electroslag welding) for the general weliing 
method, as worked out by the Institut elektrosvarki im. Patona (Electrowelding 
Institute im.Paton), There is 1 table and 1 Soviet reference. 
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490 S8/125/61/000/003/C04/016 
{.2 A161/A133 
AUTHORS ; Brodskiy, A.Ya.; Chang Hsiu-chih 
fo 
TITLE: Effect of the argon-are welding conditions on the surface of welds 


in the welding of aluminum alloys with consumable electrode 
PERIODICAL: Avtomaticheskaya svarka, no. 3, 1961, 27 - 32 


TEXT: The causes of wrinkled weld surfaces in welding aluminum alloy parts 

in other than aircraft structures, i.e., elements of 5 - 10 mn and higher thick- 
ness, were investigated in experiments. Welding was effected with an automatic 
welder on AMr6 (AMg6) alloy with wire of the same alloy. Data of other investi: 
gations are mentioned in which it was found that, if the welding current is raised 
above a ‘certain limit, it spoils the welds and makes the surface uneven, porous 

and dirty. The "wrinkle" formation is explained by the pressure of tle arc on 

the liquid pool and insufficient argon shielding, the formation of a thick oxide 
film, and shifting of the film together with liquid metal into wrinkles. The 
Phenomenon has to be studied, for welding ef thick parts in structures requires a | 
strong current. The effect was determined by the welding speed, arc voltage an- sf 
gle of incline of the welding nozzle, argon consumption, distance between the 
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nozzle end and weld metal surface, internal diameter of nozzle, neck of electrode 
wire, and diameter of electrode wire. The discussion of every parameter effect 
is illustrated with a graph. It is stressed that the optimum argon consumption 
is found for only one nozzle design, and should be corrected for various nozzles, 
but the linear dependence stated between the optimum argon consumption and the 
inner nozzle diameter will provide an aid for the selection of welding precess 
data. The conclusion is drawn that the maximum permissible welding current is 
possible at the lowest practically possible welding speed, arc voltage and space 
between the nozzle end and weld surface, and at an optimum consumption (12 - 25 
1/min with an inner nozzle diameter of 16 mm, or 22 - 46 1/min with 30 mm, and a 
nozzle incline angle of 80°; an inner nozzle diameter in the range 16 - 40 mi and 
the wire neck have slight and about equal effect. There are 7 figures and 4 So- 
viet-bloc references. 


ASSOCIATION: TsNII stroitel'nykh kenstruktsiy Akademii stroitel'stva i arkhitek- 
tury SSSR (Centrel Scientific Research Institute of Structural 
Parts Academy of Construction and Architecture of the USSR) 
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